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1 . (Currently Amended) A method for powder coating a plastic injection molded 
article comprising the steps of: 

preheating the article to a preheating temperature that is above a mating pnint 
temperature hut below a curing temperature; 

substantially completely degassing the article; 

coating the preheated and degassed article with a polymeric powder coating, the 
polymeric powder coating having a cross-linking temperature that is above the preheating and 
melting point temperatures, the powder coating softening and adhering to the preheated and 
degassed article; and 

heating the article having the powder coating applied thereto at the curing temperature, 
which is higher than the preheating temperature, the curing temperature being at least 375°F and 
being between the powder coating cross-linking temperature and the melting point temperature of 
the article to produce a coated and cured degassed plastic injection molded article. 

2. (Original) The method for powder coating in accordance with claim 1 
including the step of drying the article at a temperature below a melting point temperature of the 
article prior to preheating the article. 

3. (Original) The method for powder coating in accordance with claim 1 
including the step of cleaning the article to remove contamination with a wash solution prior to 
preheating the article, 

4. (Original) The method for powder coating in accordance with claim 3 
including the step of drying the article to remove any remaining wash solution. 

5. (Original) The method for powder coating in accordance with claim 1 
including the step of cooling the coated article subsequent to curing the article, 
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6. (Currently Amended) The method for powder coating in accordance with claim 1 
including the step of applying a second coat of polymeric powder coating on the coated and cured 
article, the second coat of polymeric powder coating having a cross-linking temperature and 
being applied over the first coating of the powder coating after curing thereof, the second coat of 
polymeric coating being applied over the first coat of powder coating at a temperature that is 
above the malting pnint temperature hnt below the cross-linking temperature of the second coat 
of polymeric powder coating and is above the preheating temperature; and heating the article 
having the second coat of powder coating applied thereto at a second curing temperature that is 
higher than the preheating and mc-iting point temperatures, the second curing temperature being 
at least 375°P and being between the cross-linking temperature of the second coat of powder 
coating and the melting point temperature of the article. 

7. (Cancelled). 

8. (Original) The method for powder coating in accordance with claim 6 
including the step of drying the article at a temperature below a melting point temperature of the 
article prior to preheating the article. 

9. (Original) The method for powder coating in accordance with claim 6 
including the step of cleaning the article to remove contamination with a wash solution prior to 
preheating the article. 

10. (Original) The method for powder coating in accordance with claim 9 
including the step of drying the article to remove any remaining wash solution. 

1 1 . (Original) The method for powder coating in accordance with claim 6 
including the step of cooling the coated article subsequent to curing the article. 
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12. (Original) The method for powder coating in accordance with claim 1 
wherein the coating step includes spraying the powder coating material from an electrically 
charged device. 

13. (Original) The method for powder coating in accordance with claim 12 
wherein the electrically charged device is an electrostatic spray gun. 

14. (Original) The method for powder coating in accordance with claim 1 
wherein the article is non-grounded during the coating step. 

15. (Original) The method for powder coating in accordance with claim 1 
wherein the preheating temperature is about 220°F to about 250°F and the powder coating is a 
carboxyl polyester resin based material having a cross-linking temperature greater than about 
250°?, and wherein the article is cured at a temperature of about 400°F. 

16. (Original) The method for powder coating in accordance with claim 15 
including the steps of: applying a second coat of polymeric powder coating on the article, the 
second coat of polymeric powder coating being a carboxyl polyester resin based material having 
a cross-linking temperature great than about 25G°F, the second coat of resin being applied over 
the cured first coating and being applied at a temperature less than about 250°F; and curing the 
article having the second coat of resin at a temperature of about 400°F. 



17. (Original) The method for powder coating in accordance with claim 1 
including the step of supporting the article without regard as to electrically grounding the article. 

18. (Currently Amended) A method for powder coating a plastic injection molded 
article comprising the steps of: 
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preheating the article to a preheating temperature below a melting point temperature of 

the flrrif!le t that is ahnvfl first and ^r f onH mplring pninr tempe.mhireg and that IS belOW first and 

second curing temperatures; 

substantially completely degassing the article; 

coating the preheated and degassed article with a first polymeric powder coating, the first 

polymeric powder Coating having a melting point at trm first malting pnint temperature and a first 

cross-linking temperature that is above the preheating temperature, the powder coating softening 
and adhering to the preheated and degassed article; 

heating the article having the first powder coating applied thereto at the first curing 
temperature, which is higher than the preheating and first malting point temperatures, the first 
curing temperature being at least about 375°F and being between the first powder coating cross- 
linking temperature and the melting point temperature of the articles; 

coating the article with a second coat of polymeric powder coating over the cured first 
coating, the second coat of polymeric powder coating having a malting pnmt at th n second 
melting point tftmpfiratiirfi and a second cross-linking temperature, the second coat of polymeric 
coating being applied over the first coat of powder coating at a temperature below the second 
cross-linking temperature; and 

heating the article having the second coat of powder coating applied thereto at the second 
curing temperature, which is higher than the preheating and serrmH mating point temperatures, 
the second curing temperature being at least about 375°F and being between the second cross- 
linking temperature and the melting point temperature of the article to produce a twice coated 
and cured degassed plastic injection molded article. 

19, (Original) The method for powder coating in accordance with claim 18 
including the step of supporting the article without regard as to electrically grounding the article. 

20. (Previously Presented) A powder coated plastic injection molded article 
produced in accordance with the method of claim 1. 
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2 1 . (Previously Presented) A powder coated plastic injection molded, non- 
conductive article produced in accordance with the method of claim 1. 



-6- 



PAGE 7/9 ' RCVD AT 2123/2004 1:15:07 PM [Eastern Standard Time] * 8VR:USPTO£FXRF-1/2 * DNIS:8729306 4 CSID:312 655 1502 ■ DURATION (miMS):0M4 



